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[57] ABSTRACT

In a gated semiconductor device. a doped polysilicon laver
overlics an insulated gate. The doped polysilicon layer
extends over the top and the sidewalls of the gate to contact
the underlying substrate. The dopants implanted in the
polysilicon layer are diffused into the underlying substrate to
form the source region in a self-aligned process which
requires no extra masking step. The doped polysilicon layer,
by contacting the source region and also overlying the gate,
allows external electrical contact to be made directly to the
doped polycrystalline silicon layer and to the surface of the
substrate, eliminating the need for a special source contact
adjacent to the gate. This conserves surface area of the
device, allowing fabrication of a smaller and hence more
economical device.

4 Claims, 14 Drawing Sheets

0 /

N\ g

P+58 P+58

=----3-moood
P-46

Ny ZEES, N
P-46

AY



U.S. Patent Aug. 25, 1998 Sheet 1 of 14 5,798,549

SIGATE gaTE SOURCE GATE ° ?QTE

10 T 4. 120 14 7

S T

16

BTN L —
A wiollnla

TSI TIITEI I I TSI TSI ITI T OTI TSI N TH TS IT ST IS ITI TSI

18 22
DRAIN
FIG. 1
(PRIOR ART)
34 - 36 , 38
) E R -
...... 42
3 ] 3 32 : @
40
30
FIG. 2
a4 42a 42b .4
3 2 2 o) ol
P _P- P-., _P- ___P- - P- . 40
46 46 46 46 46 46




U.S. Patent Aug. 25, 1998 Sheet 2 of 14 5,798,549

f;‘\\ N a0

P+58 P+58 P+58 P+58 P+58
v i) | (= ==Y 7
P-46 P-46 P-46 P-46 P-46 P-46
30 60 60

FIG. 5




U.S. Patent Aug. 25, 1998 Sheet 3 of 14 5,798,549

T2 74 & 74




U.S. Patent Aug. 25, 1998 Sheet 4 of 14 5,798,549

M‘“
L.&.;

N+94
76




U.S. Patent Aug. 25, 1998 Sheet 5 of 14 5,798,549




U.S. Patent Aug. 25, 1998 Sheet 6 of 14 5,798,549

110
118 102 102

)

122

110
11 132
: >—102

=B JEE

130

2
— e
P+126 108
100

FIG. 16

122



U.S. Patent Aug. 25, 1998 Sheet 7 of 14 5,798,549

N+170 160 N+170
140




U.S. Patent Aug. 25, 1998 Sheet 8 of 14 5,798,549




U.S. Patent Aug. 25, 1998 Sheet 9 of 14 5,798,549




U.S. Patent Aug. 25, 1998 Sheet 10 of 14 >,798,549




U.S. Patent Aug. 25, 1998 Sheet 11 of 14 5,798,549




U.S. Patent Aug. 25, 1998 Sheet 12 of 14 5,798,549

230 232




U.S. Patent Aug. 25, 1998 Sheet 13 of 14 5,798,549

262




U.S. Patent Aug. 25, 1998 Sheet 14 of 14 5,798,549

284
2 8 8 RRRT LY, 276

272

274
an 280




5.798.549

1

CONDUCTIVE LAYER OVERLAID SELF-
ALIGNED MOS-GATED SEMICONDUCTOR
DEVICES

This application is a continuation application of appli-
cation Ser. No. 08/409.615. filed Mar. 22, 1995. now U.S.
Pat. No. 5,528,063 which in turn is a continuation of Ser. No.
08/151.336. filed Nov. 12, 1993 (abandoned).

BACKGROUND OF THE INVENTION

1. Field of the Invention

This invention relates to MOS-gated double-diffused
semiconductor devices. Such devices include lateral and
vertical DMOS transistors. IGBTs, MOS-controlled thyris-
tors (MCT’s) and any MOS-gated or MOS-controlled device
formed using DMOS technology, whether as a discrete
device. or as a device incorporated in an integrated circuit.
More specifically, the invention relates to a method of
fabricating such devices using two layers of polysilicon, one
layer of which is the gate electrode and a second layer
overlying and insulated from the gate electrode which
second layer serves as a source of dopant for one or more of
the device regions and also serves as an electrical contact to
that (those) region(s). In addition, components such as
resistors, capacitors, diodes, and thin film transistors can be
simultaneously fabricated using this second layer of poly-
silicon.

2. Description of the Prior Art

DMOS (double-diffused MOS) devices using gate elec-
trodes of polysilicon (polycrystalline silicon) are well
known in the art and are conventionally fabricated using
multiple cells or repetitive interdigitated structures on a die
by forming various layers (see FIG. 1) in and on an epitaxial
(ept) layer 6 which is doped N— and formed on a silicon
crystal substrate 8 doped N+. Typically, a polysilicon
(polycrystalline silicon) gate layer 10 is formed on an
underlying gate oxide layer 12 to serve as a gate electrode.
(Al figures in this disclosure are cross-sectional views of a
portion of a semiconductor wafer or die). Source regions 14
and a body region 16 (including a P+body region 18) are
diffused into epi layer 6. P+body region 18 is shown in FIG.
1 as being both more heavily doped than the P-type body
region and deeper than the body region. Region 18 only
needs to be more heavily doped than the body region; it does
not need to be deeper. Source 14 and body 16 regions are
then both electrically contacted by depositing conductive
material 20 in the area between gates of adjacent cells. Also,
a conductive drain contact 22 is established on the underside
of the substrate 8 (or on the top surface of the device if it is
in an integrated circuit.)

In this structure disadvantageously the area devoted to the
source and body contact 20 between gates 10 requires a
certain amount of surface area on the epi layer 6 so as to be
properly spaced from the gates 10. This is shown by the
conventional contact alignment tolerance *“d”. Thus these
devices have larger surface area than is otherwise necessary.
It is well known that for such devices manufacturing cost is
a function of surface area. Thus it is desirable to have a more
compact power device structure than is available in the prior
art by reducing the surface area devoted to the source contact
regions,

SUMMARY OF THE INVENTION

In accordance with the invention. a power MOSFET or
other MOS-gated device is conventionally fabricated up to
the step of forming and insulating the gate electrodes on the
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substrate. Then a second layer of polysilicon is formed over
the gate electrodes and doped. The second polysilicon layer
is then used to dope the source region (or the source and
body region) in the portion of the substrate immediately
under and in contact with the second polysilicon layer. The
second polysilicon layer need only be doped in the regions
above and adjacent to the source or the source and body
regions. Other regions of this polysilicon layer can remain
undoped. or may be doped differently to form other devices.
The second layer of polysilicon thus serves as an electrical
contact to the underlying source or to the source and body
regions and also as a sclf-aligned mask to form the semi-
conductor deep body region in the substrate between adja-
cent gates. The drain contact is conventionally made to the
underside of the substrate.

Advantageously. the need for source contact regions
located entirely between adjacent gates is eliminated.
because the source (or source and body) contacts are instead
made to the second layer of polysilicon which is electrically
shorted to the source or source and body, and located on top
of the gate electrodes. Also advantageously, the conven-
tional contact alignment region at the edge of each gate is
eliminated by the self alignment process. In one
embodiment. for each of the hundreds of transistors formed
on one die, each transistor is smaller (increased in “density”)
by approximately 4 microns both in width and length
compared to prior art power transistors. This saves approxi-
mately 10% 1in terms of device area over the prior art for high
voltage devices (greater than or equal to 350V) and approxi-
mately 20% for low voltage (less than or equal to 100 V)
devices.

The method of fabrication in accordance with the inven-
tion is compatible with both cellular (closed) and interdigi-
tated (open) device topside geometries.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 shows a prior art MOSFET.

FIGS. 2-5 show process steps for forming a transistor
cell.

FIGS. 6-10 show another set of steps for forming another
type of transistor cell.

FIGS. 11-16 show another set of process steps for form-
ing separate source and body contacts.

FIGS. 17(a) to 17(c). 18(a) to 18(c). 19(a) to 19(¢). 20{a)
to 20(c). 21(a) to 21(c). and 22(a) show other sets of process
steps for forming transistor cells.

FIGS. 23-28 show another set of steps for forming
another type of transistor cell.

FIG. 29 shows an alternative technique for forming a
body region in accordance with the invention.

FIGS. 30-34 show another process sequence for forming
a cell in accordance with invention.

FIGS. 35 and 36 show two other processes for forming a
cell in accordance with the invention.

Similar reference numbers in various figures denote simi-
lar or identical structures.

DETAILED DESCRIPTION OF THE
INVENTION

FIGS. 2-5 show one sequence of process steps for form-
ing a device cell or region along with the edge termination
and a bonding pad area in accordance with the invention. It
is understood that typically hundreds of such interconnected
cells or regions are formed on one semiconductor die. and
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many such die are formed on one wafer. As shown in FIG.
2. a conventional single crystal silicon substrate (not shown)
is provided and an epi layer 3¢ about 6 to 100 microns thick
grown thereon. This substrate is typically a silicon wafer as
conventionally used in semiconductor processing. A layer of
silicon dioxide 32 is conventionally grown on the epi layer
30 principal surface by high temperature thermal oxidation.
Oxide layer 32 is typically approximately 0.4 to 1.0 microns
thick. Then a conventional photoresist mask layer (not
shown) is deposited over the oxide and conventionally
exposed and patterned. Then oxide layer 32 is etched to form
three device regions 34, 36. 38 which are the termination 34.
the current conducting (cell) region 36, and the wire bonding
regions 38 of the transistor. Then a gate oxide layer 40 is
grown to a thickness of approximately 0.05 to 0.10 microns
thereover.

Then a layer of polycrystalline silicon 42 (polysilicon) is
conventionally deposited by chemical vapor deposition
(CVD). Polycrystalline silicon layer 42 is the first so-called
“poly” layer and is the gate electrode layer and is approxi-
mately 0.4 to 0.7 microns thick. This first polysilicon layer
42 is then doped conventionally using a thermal predeposi-
tion or ion implantation with N type dopant material such as
arsenic or phosphorus. The level of doping is approximately
10'° to 10*! atoms/cm?. (It is to be understood that the gate
electrode need not be polysilicon. but may be other conduc-
tive material).

Then in FIG. 3. the first polysilicon layer 42 has a
photoresist layer (not shown) formed over it which is
conventionally exposed and patterned. Portions of first poly-
silicon layer 42 are removed by etching, leaving the two
polysilicon layer structures 42a, 426 which serve as gate
electrodes for adjacent transistors. The first polysilicon layer
424, 42b is then thermally oxidized 44 to a thickness of
approximately 0.1 to 0.6 microns. Then a conventional
boron implant forms the P— regions 46 in the semiconductor
substrate. As shown, the termination oxide structures 32 and
the first polysilicon gate layer 42a. 426 act as a mask to
define where the P—regions 46 are formed. These P—regions
46 are formed by the implantation and a subsequent diffu-
sion; a typical dose level for the boron implant is 1x10'° to
5x10'%cm?. Up to this point. all of the steps have been
conventional.

As shown in FIG. 4, the gate oxide layer 44 is then
removed by plasma or wet etching except where it is
overlain by gate electrodes 42a, 42b. Then a second poly-
silicon layer 5@ is deposited by CVD over the entire struc-
ture to a thickness of approximately 0.3 to (.7 microns. This
second polysilicon layer 50 is then doped using an N type
dopant (arsenic or phosphorus) using thermal predeposition
or ion implantation at a dose of approximately 1 to 10x 103/
cm?. The second polysilicon layer 50 is then covered with a
photoresist masking layer (not shown) which is convention-
ally patterned. and all of the second polysilicon layer 50
removed by etching except those portions shown covering
one gate structure 42a and a portion of the second gate
structure 42b and a portion of one of the termination
structures 32. The layer of photoresist which forms the mask
for patterning the second polysilicon layer remains. In the
steps of masking and etching the second polysilicon layer
50. the etching step includes etching any N+ “skin” 54
formed by diffusion of N-type dopant from the polysilicon
layer 50 into the underlying single crystal silicon P- region

46 where the second polysilicon layer 50 was deposited.
In FIG. 5. next is an implantation of P+ regions 58 which

form the deep body regions of the transistors and also define
pad region 38 for subsequent wire bonding (at the right side
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of the drawing) and form field limiting rings 34 in the
termination portion (left side) of the cell. Then in a single
conventional diffusion step. implanted P+ regions 58 are
diffused and also the N type dopant in the second polystlicon
layer 50 diffuses into the epi layer 30. The resulting N+
regions 60 are the source regions of the transistors. It is
understood that the two leftmost source regions 60 in FIG.
5 are really one annular region (for a closed cell transistor),
joined outside the plane of the drawing. In an interdigitated
structure the source regions 60 are parallel in a top view.

Thus the N+ source region(s) 60 are self-aligned to the P-
body region(s) 46 by the second polysilicon layer 5. Also.
the P+ body regions 58 and the N+ source region(s) 60 arc
self aligned by the second polysilicon layer 50. This struc-
ture advantageously eliminates any need to form a contact
region to the source regions 60 which would have to be
offset from the edge of the gate electrodes 42a. 42b. Thus the
overall size of the cell (the gate-to-gate distance) is reduced.
That is. the source region contact alignment areas normally
provided at the edge of the gate elecirode 42a. 42b are
eliminated, because the only external contact to the source
region 60 is the second polysilicon layer 50 which is directly
over the insulated gate electrode 424, 42b and over the N+
doped source regions 60.

Using this technique, the overall width of the cell can be
considerably reduced over that of the prior art, especially for
the spacing between adjacent gate electrodes. Limiting fea-
tures are the spacing between the source contact area and the
gate and the surface area of each source region. The source
contact-to-gate spacing must be sufficiently large to prevent
electrical contact between these two regions as a result of
etching the contact. The source contact area must be large
enough to allow a low resistance contact to the source
region. It is believed that the optimum (minimum) width for
a comtact to the source region is approximately 1 to 2
microns.

In one embodiment, metal (aluminum) which has been
deposited over the entire die is conventionally masked and
etched to provide source/body and gate contacts on the top
surface of the die (not shown). Metal which is left at the edge
of the die (in the termination portion 34) electrically con-
nects to the second polysilicon layer 50. A voltage is then
applied to short the second polysilicon layer S0 through the
N+ source diffusion 60 and the P- diffusion 46 to the lightly
doped drain region (not shown) at the perimeter of the die.

The edge termination region of the die is formed 1in the
same process steps as is the active cell. The termunation
region includes field limiting rings 34. Also as shown. a
source pad 38 is provided adjacent to the active cell 36.
These structures are thereby formed without any extra
masking steps.

Another embodiment is shown in FIGS. 6 to 10. In FIG.
6 (corresponding to the process step shown in FIG. 3). the
first layer of polysilicon 72 (the gate electrode) is formed
over a gate oxide layer 74, and the P—regions 76 are formed
in epi layer (substrate) 70 by implantation and diffusion
therebetween. A layer of oxide 78 is then formed over the
first polysilicon layer 72.

As shown in FIG. 7. a layer of silicon nitride 82 (0.1 to 0.4
microns thick is then deposited over this entire structure.
Then a low temperature oxide (LTO) layer 1s deposited over
the entire surface to a thickness of 0.5 to 1.5 microns. This
L'TO layer is then vertically etched using an anisotropic etch
to form sidewall spacers 84 on the sides of each gate
electrode structure. The sidewall spacers 84 are thus of low
temperature oxide formed over the underlying silicon nitride
layer 82.
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In FIG. 8, silicon nitride layer 82 is then etched to
completely remove its exposed portions. The remaining
portion of the LTO layer is also etched away. leaving only
the silicon nitride sidewall spacers 84. Then a P+ implant is
made into the substrate and diffused to form the P+ deep
body regions 88. Then a LOCOS (local oxidation of silicon)
oxide layer 990 is grown overlying the center of the P— body
region 88. Then the residual silicon nitride sidewall spacers
84 are removed by plasma or wet etching.

Then in FIG. 9. the overlying silicon dioxide layer 78 is
etched away so as to expose portions of the substrate 70
surface over the areas where the source regions are to be
formed. Then a second polysilicon layer 92 is deposited over
the entire structure. The second polysilicon layer 92 is N+
doped and the N+ dopant then (by diffusion) driven into the
silicon substrate to form the source regions 94. The second
polysilicon layer 92 35 may be etched away from over the
P+ deep body region 88 either before or after the source
doping step, using conventional mask and etch technique.

Next in FIG. 10, the LOCOS layer 90 over the P+ region
88 is etched away. Any silicon dioxide (not shown) over the
second layer of polycrystalline silicon 92 is also removed at
this time. As shown in FIG. 10, this results in a structure
similar to that of FIG. 5 for the active cell region. The
termination and pad regions (not shown) are also similar to
those of FIG. 5.

An additional advantage of the structures as shown in
FIGS. § and 10 is that the second polysilicon layer contact
to the underlying N+ source region is extremely narrow.
Thus the “pinched resistor” formed in the P- body region
immediately under the N+ source region is also small, i.e.
short, and hence desirably represents a relatively small
amount of resistance. In accordance with the invention. this
pinched resistor would be perhaps only one-third to one-hailf
the length of that in a conventional tramsistor. Thus the
pinched resistor effect is minimized, which desirably
reduces latching.

The above disclosed double polysilicon layer with the
tntrinsic source contact is not restricted to discrete power
MOS transistors. It also applies for instance to MOS-gated
discrete or merged transistors or MOS-gated devices in
integrated circuits. The ability to contact the source region,
the body region, or any other region formed by doping from
the second layer of polysilicon provides the advantage that
other devices such as IGBTs. MCTs, MOS-gated thyristors.
and combination or merged devices, such as current-sensing
MOSFETs. can advantageously be fabricated using this
technique, Additionally, the technique may be used in to
fabricate integrated circuits. In this case the second layer of
polysilicon is used for an additional layer of interconnect, or
for forming passive devices such as resistors or capacitors,
or for forming diodes and isolated MOS transistors, in
addition to being used to dope and to electrically contact
regions of the MOS-gated devices.

The capability to dope the source region using a second
polystlicon layer as a doping medium also means that it is
possible to contact the body and source regions separately
without a significant area penalty ( i.e.. without providing
contact alignment regions therebetween). In some
applications, it may be advantageous to have separate source
and body contacts such as in MOSFETs and IGBTs and in
other MOS-gated devices with four or more separate regions
(gate. body. source, and drain).

Where separate contact to the source and body region is
desired. or where it is desirable to contact the source region
remote from the body region (for instance, to include
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additional resistance in series with the source). the following
sequence is used.

First the gate regions 102 are conventionally formed on
gate oxide layer 104. and the P- body regions 108 are
diffused into the epi layer (or substrate) 100, as shown in
FIG. 11. (At this process step, the structure is identical to that
of FIG. 6.) Next in FIG. 12. the second layer of polycrys-
talline silicon 110 and a subsequent layer of silicon nitride
112 are deposited over upper oxide layer 114. The layer of
silicon nitride 112 is masked with photoresist mask layer 113
and etched, leaving the silicon nitride mask 112 only where
later contact to the body regions 108 will be made. and the
second polysilicon layer 110 is N-type doped using phos-
phorus as shown in FIG. 13. The region of the polysilicon
layer 110 covered by the silicon nitride 112 is not doped.

Next, the second layer of polysilicon 110 that surrounds
the polysilicon 110 covered by the silicon nitride layer 112
is etched away as shown in FIG. 14, exposing portions of the
substrate 100 surface. Thermal oxidation produces a layer of
silicon dioxide 118 on the polysilicon 110 and on any
exposed part of the silicon substrate 100, as shown in FIG.
15. During this high temperature step. the N-type dopant in
the second polysilicon layer 110 that is not beneath the
silicon nitride layer 112 forms the diffused N type source
regions 122. Finally. the silicon nitride 112 and polysilicon
110 are removed. P-type dopant is introduced and diffused
to the desired depth forming region 126. and separate
contact regions 130, 132 are opened to the polysilicon layer
to electrically contact the source region 122, as shown in
FIG. 16. The remainder of the process is conventional.

The above description is for devices in which only the N+
source regions are doped by the second polysilicon layer. In
other embodiments, other regions are doped using the sec-
ond polysilicon layer, as described hereinafter.

FIGS. 17-22 show sequential steps for three other
embodiments. FIGS. 17(a). 18(a), . . . . 22(a) show a first
sequential doping process. FIGS. 17(b), 18(b). . . . . 21(b)
show a second sequential doping process. FIGS. 17(c).
18(c). . . . . 21(c) show a simultaneous doping process. In
cach of these three separate processes, the P— body region
and also the N+ source region are doped using the second
polysilicon layer as a dopant source. This process of doping
the P- body region and the N+ source region may be
sequential as in the first (a) or second (b) process sequences
shown, or may be simultaneous as shown in the third (¢)
process sequence shown. The relative diffusion coefficients
of the P- type dopant (typically boron) and the N-type
dopant (typically arsenic or phosphorus) are accounted for in
these process sequences. Boron and phosphorus diffuse at
approximately the same rate. and would most likely be used
tor sequences (a) and (b). Arsenic diffuses more slowly than
boron, and would be used in sequence (c).

As shown in FIG. 17(a). starting conventionally with the
silicon crystal substrate 140. a layer 142 of gate oxide is
formed. Then a first layer 144 of polysilicon (the gate
conductor) is formed and overlain by a topside oxide insu-
lating layer 146. These layers are then masked and etched to
form the two gate structures 150, 152. Then a second
polysilicon layer 156 is formed over the entire structure. The
second polysilicon layer 156 is then doped with P type
dopant.

As shown in the sequence beginning with FIG. 17(b). the
gate structures 150, 152 are similarly formed and covered
with the second polysilicon layer 156 which is then masked
and etched to expose a portion of the substrate 140. As
shown in the sequence beginning with FIG. 17(c) for the



5.798.549

7

simultaneous type doping process, the same structure is
formed by the same steps as in FIG. 17(a).

Then as shown in FIG. 18(a). the P type dopant present in
the second polysilicon layer 156 is conventionally diffused
into the silicon substrate 140, forming P— body region 160.
In FIG. 18(b). the P type implant is made and driven in
(diffused). However in this case the resulting P— region 162
has a different cross-sectional profile because the second
polysilicon layer 156 previously has been partially etched
away. In FIG. 18(c). a second dopant which in this case is
an N type dopant (arsenic or phosphorus) is implanted into
the second polysilicon layer 156 with no diffusion step at
this point.

Then in FIG. 19(a). a layer of photoresist 164 is provided
over the second polysilicon layer 156, and photoresist layer
164 is masked and patterned. Then an N type dopant is
implanted into the second polysilicon layer 156, with the
remaining portion of the photoresist layer 164 masking a
portion of the underlying second polysilicon layer 156 from
this implant step. Similarly in FIG. 19(5). photoresist layer
166 is formed and masked. In this case however the pho-
toresist layer 166 is directly on the silicon substrate 140
surface. The second polysilicon layer 156 is implanted with
an N type dopant, with the remaining portion of photoresist
layer 166 acting as a mask. As shown in FIG. 19(c). a

photoresist layer 168 is formed over the entire structure and
then masked and the portion of the photoresist layer 168 on

the silicon substrate 140 is removed. leaving the photoresist
layer 168 only over the gate structures 150, 152. As shown
in FIG. 19(c). the second polysilicon layer 156 is thus
masked and etched away in the central portion between the
two gate structures 150, 152.

As shown then in FIG. 20(a). a diffusion step diffuses the
N type dopant present in the second polysilicon layer 156
into the substrate 140, to form the source region(s) 170
which are thereby doped N+. The second polysilicon layer
156 is then oxidized to form an overlying oxide layer 174.
FIG. 20(b) shows the corresponding step for the second
sequential doping process; here another photoresist mask
layer 176 is formed which is exposed and portions of which
are removed including the earlier photoresist layer 166 in the
central part of the structure. Photoresist layer 176 is a mask
for a subsequent P type dopant implanted into the central
portion of the substrate. In the comesponding step in the
simultaneous doping process in FIG. 20(c), using the mask
layer 168 formed in FIG. 19(c). a P+ dopant is implanted
into the substrate 143. forming shallow P+ region 1890.

Next in FIG. 21(a), the second polysilicon layer 156 and
the overlying oxidized layer 174 are conventionally masked
and a portion of both layers is etched away overlying the
center portion of the substrate 140 between the two gate
structures 150, 152. In the corresponding step in the second
sequential diffusion process in FIG. 21(b), the implanted N+
and P+ dopants are driven in (diffused) to form respectively
the source 170 and P+ body 182 regions. In the correspond-
ing step in FIG. 21(c) for the simultaneous doping process.
all of the previously implanted dopants are diffused into the
substrate forming the N+ source region(s) 170, the P— body
region 162 and the P+ body region 182. This completes the
semiconductor region processing for the second sequential
doping process and for the simultaneous doping process.

For the first sequential doping process as shown in FIG.
22(a). a P+ implant is made into the semiconductor substrate
140 and this implant is diffused to form the P+ body region
182 which is shown as being deeper than the P— region, but
may be shallower than the P— region.
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In another embodiment of the invention, all of the doped
regions are formed using the second polysilicon layer as a
provider of the dopant material. In this embodiment. the
polysilicon second layer is not masked and etched. which
advantageously reduces the number of process steps needed.

This embodiment is described hereinafter using a self
aligned LOCOS (local oxidation of silicon) process.

As shown in FIG. 23. a gate oxide layer 192 is formed on
a silicon substrate 190, followed by a first polysilicon layer
194 which forms the conductive gate electrodes. and an
oxidized layer 198 is formed thereover. This structure 1s then
conventionally masked and etched to form gate structures
202. 204. Then a second polysilicon layer 200 is formed
over the entire structure and doped with P type dopant
material (boron). At this point the P— body diffusion may be
performed. However this diffusion step may be postponed
until later.

In FIG. 24. a silicon nitride layer 206 is deposited
completely over the second polysilicon layer. Silicon nitride
layer 206 is then conventionally masked with photoresist
layer 208 and etched. The portion of the photoresist layer
208 which remains is shown overlying the remaining portion
of the silicon nitride layer 206.

Then in FIG. 25, using the photoresist 208 and nitride
layers 206 as masks, a P+ implant (boron) is made into the

second polysilicon layer 200 in the center portion of the
depicted structure.

Then in FIG. 26 the photoresist layer 208 is removed and
the exposed portion of the second polysilicon layer 200 is
oxidized to form a localized relatively thick oxide region-
(LOCOS) 210.

Then in FIG. 27 the remaining portion of the silicon
nitride layer 206 is removed and an implant is made of N
type dopant (arsenic or phosphorus) into the second poly-
silicon layer 200. The thick LLOCOS oxide region 210 in the
center acts as a mask, preventing this N type dopant implant
from reaching the underlying portions of the second poly-
silicon layer 209.

Then in FIG. 28, all of the dopants in the second poly-
silicon layer 200 are diffused into the semiconductor sub-
strate 190. This forms the N+ source region(s) 210, the P-
body region 212 and the P+ body region 214. Then the
L.OCOS oxide layer 210 is removed from the surface of the
second polysilicon layer 200. Metal (not shown) formed on
the second polysilicon layer 200 contacts source 210 and
body 212 regions bencath the heavily doped polysilicon
layer 200.

In this embodiment, as in the other described
embodiments, the device is completed conventionally by
providing metallization contacts to the gate conductors and

second polysilicon layer, and a passivation and other pro-
tective layers forming. Also, electrical contact 1s made to the
substrate underside for a drain contact.

In the above described embodiments. the use of the doped
second (upper) polysilicon layer as a diffusion source has the
added advantage that it eliminates any implant damage that
occurs with conventional dopant techniques. If there is no
implant damage. it is also possible to have shallower
junctions,. and hence devices with smaller lateral dimen-
sions. Also in accordance with the invention, the thickness
of the second polysilicon layer used as the diffusion source
may be varied. For instance, if a higher resistance is desired
in the second polysilicon layer where for instance this layer
is acting as a resistor. a thinner layer may be used. In this
connection it is noted that the second polysilicon layer may
serve as an in-line series resistor to the source and body



).798.549

9

regions. by adjusting the amount of dopant (conductivity)
and the thickness and width of the second polysilicon layer.
For instance, by contacting the N+ doped poly at a distance
from the source (i.e.. over the gate polysilicon) a resistor is
added in series with the source.

As 1s well known, the penetration ranges of boron (the
typical P type dopant) and arsenic and phosphorus (the
typical N type dopants) differ greatly because of the different
atomic weights of these elements. This difference is used to
advantage in accordance with the invention by depositing
the second polysilicon layer so that it is thick enough to
prevent direct penetration of the N type dopant which is
intended to form the source, while being too thin to prevent
penetration of the P type dopant which forms the body
region. The N+ source dopant must then diffuse through the
second polysilicon layer to form the source. Thus the
amount of dopant in the body and deep body, i.e. P— region
and P+ regions, can be precisely controlled. It is also
possible to use the LOCOS technique (described above in
conjunction with FIGS. 23-28) to control the thickness of
the second polysilicon layer overlying the intended location
of the P+ deep body region by preferentially oxidizing away
part of the polysilicon layer. This partial oxidation and a
subsequent etch step achieve the desired differential implant
depth effect.

The above embodiments each include heavily doped P+
body regions which are deeper than the remainder of the
P-body region. Other embodiments need not include this
feature. A high performance, rugged power MOSFET or
MOS-gated device may be formed using an alternative
technique in which the heavily doped P+ body region 222 is
actually shallower than the surrounding P- body region 224.
as shown in FIG. 29 (which does not show the second
polysilicon layer). Also shown are gate structures 230, 232.
In this case the P+ region 222 still provides a low resistance
path to the portion of the P- body region 224 lying beneath
the N+ source regions 226, and also controls the portion of
the body region-drain junction where voltage breakdown
would occur. This shallow P+ region 222 allows use of a
thinner epitaxial layer 220 on the silicon substrate 221, and
hence provides lower overall resistance.

In another embodiment, described hereinafter with refer-
ence to FIGS. 30-34, a P+ body region is self-aligned to the
N+ source region. In FIG. 30. after conventionally forming
the two gate structures 242, 244 on the semiconductor
substrate 246, a P- body region 248 is formed between the
two gate structures 242, 244, and the P- body region 248 is
diffused only partly to its ultimate depth.

As shown in FIG. 31. a second layer of polysilicon 252 is
deposited over the entire structure to a thickness of approxi-
mately 0.4 to 0.7 microns, and a thin oxide layer 256 is
grown 0.05 to 0.10 microns thick over second polysilicon
layer 252. Thin oxide layer 256 prevents doping by phos-
phorus of the polysilicon layer 252 in these regions. Then the
second polysilicon layer 252 is implanted (or otherwise
doped) with phosphorus dopant, except in the central region
where a masking layer 260 of photoresist has been formed.

Then in FIG. 32 the masking layer 260 of FIG. 31 is
removed and an oxide layer 262 is thermally grown 0.2 to
0.6 microns thick over the second polysilicon layer 252. The
regions that have been heavily doped with phosphorus will
grow a thicker oxide layer 262 than will the nondoped
(central) portions of the polysilicon layer 252.

Then in FIG. 33. using a nonpreferential etch method such
as wet etching, sufficient of the oxide layer 262 is removed
to expose the portion of the underlying second polysilicon
layer 252 beneath the thinner portion of the oxide layer 262.
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Then in FIG. 34, by conventional polysilicon etching. the
exposed portion of the second polysilicon layer 252 js
etched away down to the surface of substrate 246. Then.
using the remaining portion of the second polysilicon layer
252 as a mask, a P+ implant is made into the silicon substrate
246. Then all of the implanted dopants are diffused. forming
the source region(s) 266, the shallow P+ region 268, and the
P- body region 270. A variation of this process sequence
uses a layer of silicon nitride instead of silicon dioxide 256
over the second polysilicon layer 252 at FIG. 31. The needed
difference in local oxide thickness on the polysilicon layer
252 is obtained by LOCOS.

Another embodiment. as described hereinafter with ref-
erence to FIGS. 35 and 36. etches a groove into the substrate
to remove both part of the substrate and part of the overlying
polysilicon layer. then implants a P+ region into the groove
walls. In FIG. 35, substrate 270, gate electrode 272, oxide
layers 274. 276, doped polysilicon layer 284, source region
280 and body region 282 are formed as described above.
Then a preferential etch through polysilicon 284 into sub-
strate 270 defines a V-groove 286. P+ region 290 is then
implanted through the groove 286 sidewalls.

In FIG. 36. the structure and process steps are similar to
those of FIG. 35. except that rectangular groove 288 is
formed by an isotropic etch, followed by implantation of P+
region 292.

The above descriptions are of N channel devices, i.e. the
source region is N type doped. The same techniques may be
used for P channel MOS-gated devices by reversing the
dopant types in most cases.

Also, the above description is chiefly directed to MOS-
gated device cells. The above described methods may also
be used in forming other regions of discrete transistors or
integrated circuits such as the interconnect regions for both
integrated circuits and discrete devices, or high voltage
terminations for both integrated circuits and discrete
devices. The processing in other regions of the discrete
device or integrated circuits is compatible with the above
described processing steps.

The above description is illustrative and not limiting.
Further embodiments will be apparent in light of this dis-
closure and are intended to fall within the scope of the
appended claims.

I claim:

1. A transistor comprising:

a semiconductor body;

a first region of a first conductivity type in said body and
extending to a principal surface of said body;

first and second spaced apart regions of a second conduc-
tivity type in said first region and each extending to said
principal surface;

first and second spaced apart gate electrodes overlying
said principal surface;

a first insulating layer overlying at least a portion of a top
surface and a side of said first gate electrode;

a second insulating layer overlying at least a portion of a
side of said second gate electrode and at least a portion
of a top surface of said second gate electrode;

a first electrically conductive polycrystalline silicon layer
overlying said first insulating layer and contacting said
first region of said second conductivity type at said
principal surface, wherein said first polycrystalline
silicon layer is wider in a lateral dimension at said
principal surface than its thickness in a vertical dimen-
sion at the top surface of said first gate electrode; and
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a second electrically conductive polycrystalline silicon extending at said principal surface from an edge of each of
l&}’ﬁl‘ Spﬂﬂﬂd apart from said first pOly'CI'y stalline silicon said Spaced apm't second [egignsi
layer at said principal surface and overlying said sec- 3. The device of claim 1. said first region defining a

ond insulating layer and contacting said second region groove extending through each of said second regions.

of said second conductivity type at said principal 5 . , L
surface. wherein said second polycrystalline silicon 4. The transistor of claim 1, wherein said first and second

layer is wider in a lateral dimension at said principal ~ Polycrystalline silicon layers are spaced apart at said prin-
surface than its thickness in a vertical dimension at the cipal surface.
top surface of said second gate electrode.

2. The device of claim 1. further comprising a third region 10
of said first conductivity type formed in said first region and ¥ ok * kX
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